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1. (Currently Amended) In a process for manufacture of tufted carpets comprising steps 
that comprise adhering to a stitched side of a tufted primary backing a plurality of stitches 
of face yam comprising a plurality of filaments by applying a thermoplastic binder 
comprising a softened or melted thermoplastic resm into contact with the stitched side by 
(a) extruding the binder with melted thermoplastic resin into contact with the stitched side 
or (b) heating the binder applied or present in solid form in contact with the stitched side 
to soften or melt the thennoplastic resin, and cooling the thermoplastic binder in contact 
with the stitched side to solidify the resin, the improvement wherein the thermoplastic 
binder consists entirely or essentially of a thermoplastic polyethyle ne, polypropyl e n e or 
othylono propyl e n e copolym e r r esi n or oombination th e r e of h aving flow properties at 
about 100 to about 150°C conesponding to an MI of about 22 to about 440 ifil g/lO 
min, as measured in accordance with ASTM D 1238: and a viscosity, between 
a pproximately 230.000 and 4,881.000 cps at about 270°F with a shear rate of about 10 
sec^^ as measured in accordance with ASTM D 3835, and comprising steps that comprise 
applying to a plurality of the stitches, before the resin solidifies, a stitch bind composition 
having a viscosity effective for coating or penetrating the stitches to contact the filaments 
thereof ranging from about O.S to 3000 cps and comprising an aqueous liquid component 
that boils or vaporizes at a temperature such that it can be removed by heating below a 
temperature at which the tufted backing is damaged by heat and an organic polymer 
component that bonds filaments of the stitches on removal of the aqueous liquid 
component, wherein the stitch bind composition is applied in an amount effective to 
provide about 0.2 to about 3 oimces of the organic polymer component or a residue 
thereof per square yard of the stitched side; and, after applying the stitch bind 
composition but before the lesin solidifies, heating the stitch bind composition to 
substantially remove the aqueous liquid component without damaging the tufted backing. 

2, (Previously Presented) The process of claim 1 wherein the stitch bind composition is 
a solution, suspension or emulsion comprising the organic polymer component and the 
liquid component. 
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3. (Previously Presented) The process of claim 1 wherein organic polymer content of the 
stitch bind composition is about 5 to about 60 wt% of the composition. 

4. (Previously Presented) The process of claim 1 wherein the stitch bind composition 
has a viscosity of about I to 1200 cps. 

5. (Previously Presented) The process of claim 1 wherein the softened or melted 
thermoplastic resin applied into contact with the stitched side of the tufted primary 
backing has flow properties corresponding to an MI of about 5 to about 100 g/ 10 min. 

6. (Previously Presented) The process of claim 1 wherein the stitch bind composition is 
applied to the stitched side of the tufted backing as a spray. 

7. (Previously Presented) The process of claim 1 wherein the stitch bind composition is 
applied to the stitched side of the tufted backing as a foam, 

8. (Previously Presented) The process of claim 1 wherein the stitch bind composition is 
applied to the stitched side of the tufted backing as a ftoth. 

9. (Previously Presented) The process of claim 1 wherein the tufted backing comprises a 
woven polypropylene fabric tufted with face yam. 

10. (Previously Presented) The process of claim 9 wherein the face yam comprises 
nylon filaments, 

11. (Previously Presented) The process of claim 9 wherein the face yam comprises 
polyester filaments . 

12. (Previously Presented) The process of claim 9 wherein the face yam comprises 
polypropylene filaments. 
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13. (Previously Presented) The process of claim 1 wherein the stitch bind composition 
has a viscosity of about 1 .5 to 400 cps, 

14. (Previously Presented) The process of claim 1 wherein the organic polymer 
component comprises a film-forming organic polymer. 

15. (Previously Presented) The process of claim 1 wherein the organic polymer 
component comprises a thermoplastic polymer. 

16. (Previously Presented) The process of claim 1 vdierein the organic polymer 
component comprises a crosslinkable organic polymer. 

17. (Previously Presented) The process of claim 16 wherein the stitch bind composition 
comprises a crosslitikiug agent for the organic polymer, 

18. (Previously Presented) The process of claim 1 wherein the organic polymer 
component comprises an olefin-unsaturated acid, olefin-unsaturated acid ester or olefin- 
diene copolymer. 

19. (Previously Presented) The process of claim 18 wherein the organic polymer 
component comprises an ethylene acrylic acid copolymer. 

20. (Previously Presented) The process of claim 18 wherein the organic polymer 
component comprises a styrene acrylate copolymer. 

21. (Previously Presented) The process of claim 18 wherein the organic polymer 
component comprises a carboxylated styrene butadiene copolymer. 

22. (Previously Presented) The process of claim 1 wherein cooling the softened or 
melted resin in contact with the tufted backing is conducted with the softened or melted 
resin also in contact with an additional backing. 
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23. (Currentiy Amended) A process for manufacture of carpets comprising the steps of 
providing a tufted backing having a stitched side that has a plurality of stitches of face 
yam comprising filaments, wherein filaments of a plurality of the stitches are bonded 
with an organic polymer; contacting the stitched side of the tufted backing with a 
thermoplastic binder that consists entirely or essentially of a thermoplastic polyethylencr 
polypropyloao or otfaylono propa^lcne copolymer r esi n or oombination th e r e of h aving flow 
properties at about 100 to about 150°C corresponding to an MI of about 12, to about 4^ 
105 g/10 min. as measured in accordance w ^th ASTM D 1238; and a viscosity between 
a pproximately 230,000 and 4-88LOO0 cps at about 27 0^? with a shear rate of about 10 
sec'' as measured in accordance with ASTM D 3835 and that softens or melts at a 
temperature below a temperature at which the tufted backing is damaged by heat or that, 
when softened or melted, can contact the tufted backir^ without such damage; heating 
the thermoplastic binder to soften or melt the resin without damaging the tufted backing; 
and cooling the backing with softened or melted resin in contact with the stitched side to 
solidify the resin, 

[The Remainder of this Page has been intentionally left blank] 
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24, (Currently Amended) In a process for making carpets that comprises steps 
comprising: 

providing a tufted backing comprising a backing and having a pile side and an 
opposite stitched side, AjAerein the pile side has a plurality of tufls of face yam that 
comprise a plurality of filaments and the stitched side has a plurality of stitches of the 
face yam; 

contacting the stitched side of the tufted backing with a thermoplastic binder that 
comprises a thermoplastic resin that softens or melts at a temperature below a 
temperature at which the tufted backing is damaged by heat or that, when softened or 
melted, can contact the tufted backing without such damage, wherein the binder is 
applied into contact with the stitched side by (a) extruding the binder with melted 
thermoplastic resin into contact with the stitched side or (b) heating the binder applied or 
present in solid form as a film, fiber, fabric, particulates or combination thereof in contact 
with the stitched side to soften or melt the thermoplastic resin, without damaging the 
tufted backing; and 

cooling the thermoplastic binder with the softened or melted resin thereof in 
contact with at least the stitched side of the tufted backing to solidify the thermoplastic 
resin; 

the improvement wherein the thermoplastic binder consists entirely or essentially of a 
thermoplastic polyethyle ne, polypropylono or othylono propj^lono copolymer r esin-^ 
combination thoroof h aving flow properties at about 100 to about 150°C corresponding 
to an MI of about 22 to about 450 105 g/10 min. as measured in accordance with ASTM 
D 1238: and a viscosity between approximately 230^000 and 4^881.000 cps at about 
270^F with a shear rate of about 10 sec'^ as measiued in accordance with ASTM D 3835. 
and comprising steps that comprise: 

applying to a plurality of stitches, before the softened or melted resin solidifies, a 
stitch bind composition that has a viscosity effective for coating or penetrating the 
stitches to contact the filaments thereof ranging from about 0.5 to 3000 cps and comprises 
an aqueous liquid component that boils or vaporizes at a tempemture such that it can be 
removed by heating below a temperature at which the tufled backing is damaged by heat 
and an organic polymer component that bonds filaments of the stitches on removal of the 

-6- 

PAGE 1362 * RCVD AT 8ffi/20054:58:48 PM [Eastern DayBght Time] 



AUG 08 2005 17:07 ,FR KING PND SPALDING 404 572 5145 TO 555 1 tt05485« 1 050 1 P 

Application Serial No. 09/696,519 

aqueous liquid component, wherein the stitch bind composition is applied in an amount 
effective to provide about 0.2 to about 3 ounces of the organic polymer component or a 
residue thereof per square yard of the stitched side; and 

after applying the stitch bind composition but before the softened or melted resin 
solidifies, heating the stitch bind composition to remove the aqueous liqxiid component 
without damaging the tufted backing. 

[The Remainder of thU Page has been intentionally left blank] 
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25. (Currently Amended) A process for making carpets comprising steps that comprise: 

adhering to a stitched side of a tufled backing a plurality of stitches of face yam 
comprising a plurality of filaments by cooling in contact with the stitched side a 
thermoplastic binder consisting entirely or essentially of a softened or melted 
thermoplastic polyethylen e, polypropyl e n e or othylono propyl e n e oopolymor r esin-^ 
oombination th e r e o f-having flow properties at about 100 to about 1S0*^C corresponding 
to an MI of about 22 to about 450 105 g/10 min. as measured hi accordance with ASTM 
D 1238: and a viscosity between approximately 230,000 and 4.881,000 ens at about 
270°F with a shear rate of about 10 sec ' as measured in accordaqce with ASTM D 3835 
to solidify the resin, wherein the thermoplastic binder with the thermoplastic leshi thereof 
in softened or melted form is contacted vwth the stitched side by heating the thermoplastic 
binder applied or present in solid form as a nonwoven fabric of continuous or staple 
fibers consisting entirely or essentially of the thermoplastic resin and having a weight of 
about 1 to about 15 ounces per square yard in contact with the stitched side to soften or 
melt the thermoplastic resin; 

applying to a plurality of stitches, before the resin solidifies, a stitch bind 
composition having a viscosity effective for coating or penetrating the stitches to contact 
the filaments thereof ranging from about 0.5 to 3000 cps and comprising an aqueous 
liquid component that boils or vaporizes at a temperature such that it can be removed by 
heating below a temperature at which the tufled backing is damaged by heat and an 
organic polymer component that bonds filaments of the stitches on temoval of the 
aqueous liquid component, wherein the stitch bind composition is applied in an amount 
effective to provide about 0.2 to about 3 ounces of the organic polymer component or a 
residue thereof per square yard of the stitched side; and 

heating the stitch bind composition, after apphcation thereof to the stitches and 
before the resin solidifies, to remove the aqueous liquid component of the stitch bind 
composition. 

[The Remainder of this Page has been intentionally left blank] 
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26, (Currently Amended) A process for making a tufted carpet comprising steps that 
comprise 

providing a tufted backing comprising a backing, face yam comprising a plurality 
of filaments, and a thermoplastic binder in the form of a coating, fabric or fibers 
consisting entirely or essentially of solid thermoplastic polyethylene , polypropylono or 
ethylene propylono resin or a combination thoroof that softens or melts at a temperature 
below a temperature at which the backing and face yam are damaged by heat and has 
flow properties at about 100 to about 150'*C cotresponding to an MI of about 2^2 to about 
iS^ 105 g/10 min. as measured in accordance with ASTM D 1238: and a viscosity 
between ap p ^ximately 23Q.0QQ and 4.88 KOQO cps at about 270°F with a shear rate of 
about 10 sec'^ as measured in accordance with ASTM D 3835. wherein fece yam 
penetrates the backing and forms a pile surface comprising a plurality of tufls on one side 
of the backing and a plurality of stitches on an opposite, stitched side of the backing, and 
the themioplastic binder is present on at least the stitched side of the backing; 

applying to the stitched side of liie tufted backing and in contact with a plurality 
of the stitches a stitch bind composition having a viscosity effective for coating or 
penetratmg the stitches to contact the filaments thereof ranging from about 0.5 to 3000 
cps and comprising water and an organic polymer component that bonds filaments of the 
stitches on removal of the water, wherein the stitch bind composition is applied in an 
amount effective to provide about 0.2 to about 3 ounces of the organic polymer 
component or a residue thereof per square yard of the stitched side; 

heating the tufted backing in contact with the stitch bind composition to remove 
the water without damaging the tufted backing; 

heating the binder to soften or melt the thermoplastic resin without damaging the 
tufted backing; and 

cooling the binder with the softened or melted resin thereof in contact with the 
stitched side of the tufted backing to solidify the resin. 



-9- 



PAGE16«2^RCVDATm54:58:48PM [Eastern DayOgMte^ 



AUG 08 2005 17:08 FR KING AND SPALDING 404 572 5145 TO 555 1 tt05485« 1 050 1 P. 17 



AppUcation Serial No. 09/696,519 

27. (Currently Amended) A process for manufacturing carpets comprising steps that 
comprise 

providing a tufted primary backing having a pile side comprising face yam tufts 
and an opposite side having a plurality of stitches of face yam; 

applying to a plurality of the stitches a stitch bind composition having a viscosity 
effective for coating or penetrating the stitches to contact the filaments thereof ranging 
from about 0,5 to 30OO ops and comprising an aqueous liquid component that boils or 
vaporizes at a temperature such that it can be removed by heating below a temperature at 
which the tufted backing is damaged by heat and an organic polymer component that 
bonds filaments of the stitches on removal of the aqueous liquid component, wherein the 
stitch bind composition is applied in an amount effective to provide about 0.2 to about 3 
ounces of the organic polymer component or a residue thereof per square yard of the 
stitched side; 

contacting the tufted primary backing, an additional backing and a thermoplastic 
binder consisting entirely or essentially of a thennopiastic polyethylen e, polypropylene or 
e thyl e n e propyl e ne oopolymor r esi n or oombination th e r e of h aving flow properties 
about 100 to about ISO^C corresponding to an MI of about 2^ to about i§Q 105 g/10 
min. as measured in accordance with ASTM D 1238: and a viscosity between 
approximately 230,000 and 4.88K00Q cps at about 270*^ with a shear rate of about 10 
sec"' as measured in accordance with ASTM D 3835 and that softens or melts at a 
temperature below a temperature at which the tufted primary backing and the additional 
backing are damaged by heat or that, v/bim softened or melted, can contact the tufted 
primary backing and the additional backing without such damage, to form an 
intermediate structure having the thermoplastic binder disposed between the stitched side 
of the tufted primary backing and the additional bajcking; 

heating the tufted primary backing or the intermediate structure after application 
of the stitch bind composition to remove the aqueous liquid component without damaging 
the tufted primary or additional backing; 

heating the thermoplastic binder to soften or melt the thermoplastic resin without 
damaging the tufted backing or the additional backing; and 
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cooling the intermediate structure with the thermoplastic resin in softened or 
melted form to solidify the resin, 

28-33, (cancelled) 

34. (Previously Presented) The process of claim 25 further comprising an additional step 
comprising contacting the stitched side of the tufted backing, the thermoplastic binder 
and an additional backing with the binder disposed between the stitched side and the 
additional backing such that the additional backing is bonded to the stitched side on 
cooling of the binder to solidify the resin. 

35. (Previously Presented) The process of claim 34 wherein the additional backing 
comprises a secondary backing woven from polypropylene tapes or yams. 

36. (Previously Presented) The process of claim 34 wherein the additional backing 
comprises a thermoplastic binder. 

37. (Previously Presented) The process of claim 34 wherein the additional backing 
comprises a fabric woven from polypropylene tapes or yams with a thermoplastic binder 
in the form of a nonwoven fabric or fibers comprising a thermoplastic resin needled 
thereto. 

38. (Previously Presented) The process of claim 25 wherein the stitch buid composition 
has a viscosity of about 1.5 to 400 cps. 

39. (Previously Presented) The process of claim 26 wherein the thermoplastic binder is a 
nonwoven fabric needled to the backing. 

40. (Previously Presented) The process of claim 39 wherein the backing comprises a 
fabric woven from tapes comprising polypropylene. 
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41 . (Previously Presented) The process of claim 26 wherein the stitch bind composition 
has a viscosity of about 1 to about 1200 ops. 

42. (Previously Presented) The process of claim 27 wherein the tufted primary backing 
comprises a fabric woven from tapes comprising polypropylene, 

43. (Previously Presented) The process of clahn 42 wherein the additional backing 
comprises a secondary backing fabric woven from polypropylene tapes or yams. 

44. (Previously Presented) The process of claim 43 wherein the viscosity of the strtch 
bind composition is about 1.5 to 400 cps. 

45. (Previously Presented) The process of claim 27 wherein the additional backing 
comprises a secondary backuig fabric woven from polypropylene tapes or yams, 

(The Remainder of this Page has been intentionally left blank] 
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